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Tl - METHOD FOR MANUFACTURING SKIN-INTEGRATED fHMM- MOLDED PRODUCT 

AB - <P>PROBLEM TO BE SOLVED: To provide a method for manufacturing a skin-integrated mmr\ 
molded product by which manufacturing steps and facilities can be simplified and the 
manufacturing cost can be reduced. <P>SOLUTION: A first molding space of a mold with a cavity 
part whole cavity space is variable in a mold clamped state, is of almost the same cavity shape as 
a skin layer and a core taper. In this first molding space, a m£$m composition corresponding to the 
first molding space out of a thermoplastic tm$$ composition for the skin taper including a foaming 
agent which becomes the skin tay®r and a thermoplastic iwMs composition for the core layer 
which becomes the core layer, is first injected. Next, a molded product shaped like the surface 
layer or the core layer is manufactured in the mold by molding and cuwtg the resin composition to 
the shape of the first molding space. After that, in such a state that a second molding space of 
almost the same cavity shape as the other ta^er is formed between the molded product and the 
inner wall face of the mold by enlarging the cavity part, the other Mijit composition is injected into 
the second molding space and molded and to the shape of the second molding space. 
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Tl - Molding method e.g. for instrument panel in motor vehicles, involves injecting thermoplastic resin 
into primary and secondary cavities to form primary and secondary molded products, respectively 
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AB - JP2003266476 NOVELTY - A thermoplastic ne*i (P1 ) for molding an outer skin layer {41 ) is 

injected into a primary cavity (14). The mml®- is hardened to obtain a primary molded product (31 ). 

The thermoplastic re&in (P2) for molding a core layer (42) is injected into a secondary cavity (15) 

formed between the product (31 ) and the inner wall surface of a metallic mold (1 ). The core layer 

and the outer layer are integrated, forming a secondary product (4). 

- DETAILED DESCRIPTION - The cavities are formed of shape identical to the core and the outer 
layers. The average thickness of the primary cavity during injection of the resin for molding the 
outer layer is set at least 8 mm. 

- USE - For manufacturing skin integrated mm\ molded product such as instrument panel, bumper 
and hood of motor vehicle. 

- ADVANTAGE - Enables integral molding of the core and outer layers using a single metallic mold, 
reducing the installation cost and manufacturing cost of the resin molded product. The foam 
density of the outer layer is regulated, ensuring to achieve desired buffer property. Enables to 
produce molded product with smooth outer layer surface, without impairing the soft texture of the 
outer layer. 

- DESCRIPTION OF DRAWING(S) - The figure shows the sectional views explaining the 
manufacturing method for skin integrated resin molded product. 

- metallic mold 1 

- secondary molded product 4 
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- primary cavity 14 

- secondary cavity 1 5 

- primary molded product 31 

- outer tayer 41 

- core layer 42 

- thermoplastic mm for outer and core faa§#!& P1 ,P2 
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TI - METHOD FOR MANUFACTURING SKIN-INTEGRATED iW MOLDED PRODUCT 
AB - PROBLEM TO BE SOLVED: To provide a method for manufacturing a skin-integrated resin 

molded product by which manufacturing steps and facilities can be simplified and the 

manufacturing cost can be reduced. 

- SOLUTION: A first molding space of a mold with a cavity part whole cavity space is variable in a 
mold clamped state, is of almost the same cavity shape as a skin tip* and a core taper. In this 
first molding space, a rmm composition corresponding to the f rst molding space out of a 
thermoplastic resin composition for the skin i$sr including a foaming agent which becomes the 
skin layer and a thermoplastic composition for the core tapir which becomes the core layer, 
is first injected. Next, a molded product shaped like the surface layer or the core layer is 
manufactured in the mold by molding and m^m the WW** composition to the shape of the first 
molding space. After that, in such a state that a second molding space of almost the same cavity 
shape as the other layer is formed between the molded product and the inner wail face of the 
mold by enlarging the cavity part, the other m&» composition is injected into the second molding 
space and molded and Atftiidl to the shape of the second molding space. 
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